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CARGO BASKET HOOP FABRICATION - 94023 


General 


These instructions apply to cargo basket attachment hoop 94023-01. Refer to the following drawings, at the 
carrent revision, for dimensions and détails: 


94023, Revision 0-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


WorkOrder: ^01^" 
Complété 


^ 
(initial or SCA#) 
Date Open: ^ 
rJ 


1. % Hoop Fabrication - 
Vi" hoop 


a. Cut 
X 0.035 material to 23.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 18" (Outside to outside) 


ii. adjust upper stop for height if required 


2. % 
Hoop Machining-î4" hoop - 
Handie Provisions 84262-01 
a. Start with >2" half hoop from step 1. 
^ 


b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY G on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 
(initial or^Cj^) 
3. Vï Hoop Fabrication -1" hoop 
a. Cut 1" X 0.065 material to 30.0", on end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Siide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim al! the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. Î4 Floop Machining -1" hoop 


a. Start with 1" Yi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise fiât on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.75" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 


with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Vî' coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
a. Set 1" hoop in hoop jig. Insert 34" hoop into 1" hoop, against side stop of jig. Mark slot loclàtion 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


b. Insert one 94023-05 lug (flat end) at top and 94023-07 lug (angled end) at bottom into holes in 
1" hoop. Seat top lug flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" 
spacing jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. Mark 94023-07 lug and 


trim or grind to fit. 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 


(initial or SCA#) 
6. Weiding-Lugs 


a. Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" spacing 


jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. 


b. TIG weld ail around both sides of lugs. 2 places. Grind angled lug into radius of hoop before 
welding. 


c. Record lug and welding rod PO/WO on attached material list. 


7. Welding - Handie Bushings-84262-01 
AD-QS' 


a. Insert 84271-01 bushings into Yt" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-Hoop Assembly 
A 


a. Insert 1" hoop from step 6 and Vi" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 
b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 
d. Cap 34" -1" tube Joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA #) 
WorkOrder: 


Date Open; 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 
(M- 


4. Frame assembly - 
body 


a. General 
4- 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Yz" X 0.035 material to fit spine jig. 


f. Cut Yz X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 
g. Option: Cut Yz" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Yz" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
AD~0 ^ 


a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
d. Record welding rod PO on attached material list. 
oiL 
dL 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set Va" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BOOY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Yt. to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BOOY FABRICATION - COMMON 
Complété 


(initial or SCA#) 
8. Weld mesh to frame assembly per drawing. 
A0~O'^ 


a. Ensure iug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 
A P^~OS^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 


a. Grind high spots off mesh welds. 
qIL 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
WorkOrder: 


Date Open: P 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
A P~0^ 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 
ni/ 
7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


G. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. Va." for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 
Ab~0^ 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 
dL 
11. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 
(initial or SCjf/u) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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''Work Order: ^0 
f 


Date Qpened: ôD . 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


94011 
94011-01 
Basket Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (97") 
4130 Steel, »// x 0.035 Sqr. Tube 


.2 
— 
3/4" Tube-Short Rim (25.5") 
4130 Steel, 'A" x 0.035 Sqr. Tube 


. 1 
— 
3/4" Tube - Long Stringer (95.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 4 
— 
3/4" Tube - Short Stringer (2.25") 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.4 
94030-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 
M071 


. 2 
94023-01 
Hoop - attachment 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, y/ x 0.035 Sqr. Tube 
iqo'V' 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, %" x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, V'i' x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 
/HoiU 


. 2 
- 
Mesh (End-25" X 18") 
3/4-16F Expanded Mild Steel sheet 
mi^ 


Work Order: 


Date Opened:_ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Basket Body Fabrication 
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Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
Weld Mesh 


.AIR 
— 
Welding Rod 
ER70S-6 MIG Wire 


Step 9 
Weld Basket Components 


. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 14" Dia. 
PdC^'O'? 


.AIR 
~ 
Welding Rod 
ER308L TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


SECTION 0-0 


9UTI0MC 
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SECTION B-B 
mu 
SECTION A-A 


■ uca 
TOP VIEW 


OUTBOARO SIDE VIEW 


@ BASKET BOOY ASSEM0LY 
END VIEW 
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SECTION C-C 
EUROCOPTDl AS350 & AS355 SERIES 
0U1CK RELEASE CARGO BASKET 
BASKET BOOY ASSEUBLY (ExTRA LARGE) 


AO 
94011 


B le H» «PO cnn» m 
ihimxw wm iwi «t. « 
taua. or nti 
ccnTMce womt 
REV. 
oesouphon of change 
MITIALS 
DATE 
0 
«ITIAL ISSUE 


1 
TITLE BLOCK UPDATED; CHANGCD 36273-01 TO $4263-01; ITEM fS ADDEO 
SX 
10/07/20I4 
«EUWO ROO UPOaTÙ; i et' IAÊlOS 00«N BRACE TUBES INC^SEO 


OftU t/4- 1HAOOGH Bonou OF «H 
4 NOUS c«cr SP4CC0 
LOCAUD SETWCEN UESH CCIXS 


[18.00) 


BOTTOM VIEW 
TYP 
ATTACMCNT OF HCSI TO 
«CUI EACH MICRSCCnON 
ATTACMCNI or HESH TO CROSS «CHBERS: 
«eu> msT nvc mterscctions 
TICN ElCRT SECOND MTDKECTKM 
AOOITICNAL NOOS ARC PDMITTED AS REOURCO 


- 
PLACARD BRAOTCT 


SECTION A-A 


SCAIE 1:2 


END VIEW 


02 AU LID MExeERS 


CROSS MEHaR) 


ORU t/2* 1HR0UO4 CUÎBOARO SK OF TUSE 
MSERT SPACER njur ANO <CLO M PLACE 
ORU NO 9 (0196) IHROUCH AFTER HELANG 
TYPICAL BOTH ENOS 


NOTES; 


I 
RENOVE AU 8URRS ANO BREAK 94ARP EOOES. 


2. «CLOmC OF 4130 STEEL TO BE COWPLETEO BY OTAN UETHOO TO ANS 36850. 


4150 Al« lOIB STEEL: «ELOINC ROO SHAU CONFORU TO ER70S-2 OR EQUIVALENT. 


STAWLESS ANO 4130 STEEL: «ELOWC ROO SHAU CONFORU TO CR308L OR EQUIVALENT. 
^WSTAU ITEM 5 (UD HANDIE PROVISIONS ASSENSLT) M ACCOROANCC *TN AERO KSIGH LTD. 
ORAWMC 84263 
^DRLL *30 (0 129) HOLES IN LONC TUBE UEUeCRS AT BRACE LOCATKMS TO VENT «ELO CASSES. 
WHEN ASSEWBLY IS CCWPUTE, HU AU EXPOSEO \€NT HdES WTH ROSETTE «CLD. 
9 FINISH: THOROUCHLT CLEAN ANO POMOER COAT \JD ASSEUBLY. 


'A 


TOP VIEW 
@ 
UD ASSEMBLY 


36204-10 06 PLACARD BRACXCT 
[ 
84263-01 09 UD HANOLC PROVIS«NS ASSEMBLY 
49216-01 04 SPACER 
A/1 
5/4 - 16P 03 UESH 
MiLO STEEL 
COUUEROAL 
A/k 
02 SOUJ«E TUBE 
4130 STEU CONO N Ul-T-6736 
0 
75 X 0.035 SOR TUBE 
N 
94012-01 
01 
UD ASSEUBLY 


PART NO. 
ITEN 
DESCRIPTION 
MATERIAL 
UATERIAL TEC 
STOCK 9ZE 


OTY 
UST OF UATERALS 


R. RATHWCU 


E BURCON 


UNLESS 01HERWSE SPCOFIEO 
OMEMSONS ARE IN mCHES 
TOIXRANaS ON: 
DEOUALS 
ANGLES 
XXKX ±0.010 
±1/2' 
XXX 
±0.03 
XX 
±o.î 
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EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
UD ASSEMBLY (EXTRA LARGE) 


SHEET I OF 1 
Al 
94012 
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VIEW B-B 
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•iS 


4 
,t, ••; 


VIEW E-E 
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aoT Mro I' njK *s »«WI. ccntqh cw or i/r njK 
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Parts Distribution Sheet 
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From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
rVsU'Ati 
^HZ-V-U) 
^rp ftre^feT , 
Ook-^L-t^ 


\ 
'^C7.oU^lo 
^oir-CZ- 
^FPtcfC.^ 
^OAC-V\ 
Ort/ir-o-1 
t 
^K-'Ln- 
H 
LUC, ' 
A>/î. 
TtoD 
1 
7oir-nÊ»'^ 
jR/tZ, 
MÇf. efiC) 
7orr-il- 
\Z\\\ 
H 
2'V^ ^ 
ttoe«fno 
'eofr-4'z^ 
/Ho<W 
A/^ 
^/£i'"pja» 
ab/r-t -u 
AIA 
Att f/if fvC^S. 
•Vi/r-tt 
af: 
All l" 'nAft ' 
— 
traI 
o^P 
•JCr4|2."î^ 
^OliO 
CAf 
'Tjoi^-CQ. 
yt^ 
I^IK'L'U 
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